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1
METHOD OF LASTING AN ARTICLE OF
FOOTWEAR

CROSS-REFERENCE TO RELATED
APPLICATIONS

This application is a division of U.S. patent application
Ser. No. 14/066,754, entitled “Method of Lasting An Article
Of Footwear”, filed on Oct. 30, 2013, which application is
a division of U.S. patent application Ser. No. 12/848,352,
entitled “Method of Lasting An Article Of Footwear™, filed
on Aug. 2, 2010, and issued as U.S. Pat. No. 8,595,878 on
Dec. 3, 2013, the disclosures of which applications are
hereby incorporated by reference in their entirety.

BACKGROUND

Articles of footwear generally include two primary ele-
ments: an upper and a sole structure. The upper may be
formed from a variety of material elements (e.g., textiles,
polymer sheets, foam layers, leather, synthetic leather) that
are stitched or adhesively bonded together to form a void
within the footwear for comfortably and securely receiving
a foot. The sole structure is secured to a lower portion of the
upper and is generally positioned between the foot and the
ground. In many articles of footwear, including athletic
footwear styles, the sole structure often incorporates a
sockliner, a polymer foam midsole, and a rubber outsole.

A common method of manufacturing an article of foot-
wear involves the use of a lasting process. More particularly,
a majority of the upper is formed and placed around a last,
which has the general shape of a foot. Various methods are
then utilized to tighten the upper around the last, thereby
imparting the general shape of the foot to the void within the
upper. In order to tighten the upper of athletic footwear
around a last, for example, a strobel material is often secured
to a lower perimeter of the upper and stretched across an
area of the last corresponding with a lower surface of the
foot. The sole structure is then secured to the lower perim-
eter of the upper and the strobel material to substantially
complete manufacturing.

SUMMARY

Numerous aspects and variations of a method of manu-
facturing an article of footwear are disclosed below. The
method may include assembling at least a portion of an
upper of the article of footwear, the upper having a lower
perimeter edge. A lasting element is secured to the upper.
The lasting element includes (a) a first strip joined to a
lateral side of the upper adjacent to the lower perimeter
edge, (b) a second strip joined to a medial side of the upper
adjacent to the lower perimeter edge, and (c) at least one
strand extending through the first strip and the second strip.
The strand is tensioned, and a sole structure of the article of
footwear is joined to the upper.

The method may also include placing at least a portion of
an upper of the article of footwear over a last, the upper
having a lower perimeter edge. A lasting element is secured
to the upper. The lasting element includes (a) a first strip
joined to a lateral side of the upper adjacent to the lower
perimeter edge, (b) a second strip joined to a medial side of
the upper adjacent to the lower perimeter edge, and (c) at
least one strand that passes through the first strip and the
second strip and forms a w-shaped configuration between
the first strip and the second strip. The strand is tensioned to
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2

tighten the upper around the last, and a sole structure of the
article of footwear is joined to the upper.

Additionally, the method may include forming a lasting
element of unitary knit construction, the lasting element
including (a) a pair of textile strips and (b) at least one strand
that passes through the textile strips and forms a w-shaped
configuration between the textile strips. At least a portion of
an upper of the article of footwear is placed over a last. The
lasting element is secured to the upper, the strand is ten-
sioned to tighten the upper around the last, and a sole
structure of the article of footwear is joined to the upper.

A method of manufacturing an article of footwear may
also include forming a knitted component that defines an
interior void for receiving a foot, includes a pair of opposite
sides, and has at least one strand that passes through the
opposite sides and forms a w-shaped configuration between
the opposite sides. The knitted component is placed over a
last, and the strand is tensioned to tighten the knitted
component around the last. A sole structure may then be
joined to the knitted component.

The advantages and features of novelty characterizing
aspects of the invention are pointed out with particularity in
the appended claims. To gain an improved understanding of
the advantages and features of novelty, however, reference
may be made to the following descriptive matter and accom-
panying figures that describe and illustrate various configu-
rations and concepts related to the invention.

FIGURE DESCRIPTIONS

The foregoing Summary and the following Detailed
Description will be better understood when read in conjunc-
tion with the accompanying figures.

FIG. 1 is a perspective view of an article of footwear.

FIG. 2 is an exploded perspective view of the article of
footwear.

FIG. 3 is a lateral side elevational view of the article of
footwear.

FIG. 4 is a medial side elevational view of the article of
footwear.

FIGS. 5A and 5B are cross-sectional views of the article
of footwear, as respectively defined by section lines 5A and
5B in FIGS. 3 and 4.

FIG. 6 is a perspective view of a lasting element of the
article of footwear.

FIG. 7 is a plan view of the lasting element.

FIGS. 8A and 8B are cross-sectional views of the lasting
element, as respectively defined by section lines 8A and 8B
in FIG. 7.

FIGS. 9A-9H are perspective views of a manufacturing
process for the article of footwear.

FIGS. 10A-10G are cross-sectional views of the manu-
facturing process, as respectively defined by section lines
10A-10G in FIGS. 9A-9G.

FIGS. 11A-11C are perspective views corresponding with
FIG. 2 and depicting further configurations of the article of
footwear.

FIGS. 12A-12C are cross-sectional views corresponding
with FIG. 5A and depicting further configurations of the
article of footwear.

FIGS. 13A-13C are plan views corresponding with FIG.
7 and depicting further configurations of the lasting element.

FIG. 14 is a perspective view of a knitted component.

DETAILED DESCRIPTION

The following discussion and accompanying figures dis-
close various configurations of an article of footwear 10, as
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well as methods of manufacturing footwear 10. Concepts
related to footwear 10 are disclosed with reference to
configurations that are suitable for running, but may be
utilized with a wide range of athletic footwear styles,
including basketball shoes, cross-training shoes, cycling
shoes, football shoes, soccer shoes, tennis shoes, and walk-
ing shoes, for example. Additionally, the concepts associated
with footwear 10 may also be utilized with footwear styles
that are generally considered to be non-athletic, including
dress shoes, loafers, sandals, and boots. Accordingly, the
concepts related to footwear 10 may apply to a variety of
footwear configurations and methods of manufacturing the
footwear configurations.

General Footwear Configuration

Footwear 10 is depicted in FIGS. 1-5B as including a sole
structure 20 and an upper 30. For reference purposes,
footwear 10 may be divided into three general regions: a
forefoot region 11, a midfoot region 12, and a heel region 13,
as shown in FIGS. 3 and 4. Footwear 10 also includes a
lateral side 14 and a medial side 15. Forefoot region 11
generally includes portions of footwear 10 corresponding
with the toes and the joints connecting the metatarsals with
the phalanges. Midfoot region 12 generally includes por-
tions of footwear 10 corresponding with an arch area of the
foot. Heel region 13 generally corresponds with rear por-
tions of the foot, including the calcaneus bone. Lateral side
14 and medial side 15 extend through each of regions 11-13
and correspond with opposite sides of footwear 10. Regions
11-13 and sides 14-15 are not intended to demarcate precise
areas of footwear 10. Rather, regions 11-13 and sides 14-15
are intended to represent general areas of footwear 10 to aid
in the following discussion. In addition to footwear 10,
regions 11-13 and sides 14-15 may also be applied to sole
structure 20, upper 30, and individual elements thereof.

Sole structure 20 is secured to upper 30 and extends
between the foot and the ground when footwear 10 is worn.
The primary elements of sole structure 20 are a midsole 21
and an outsole 22. Midsole 21 is secured to a lower area of
upper 30 and may be formed from a compressible polymer
foam element (e.g., a polyurcthane or ethylvinylacetate
foam) that attenuates ground reaction forces (i.e., provides
cushioning) when compressed between the foot and the
ground during walking, running, or other ambulatory activi-
ties. In further configurations, midsole 21 may incorporate
plates, moderators, fluid-filled chambers, lasting elements,
or motion control members that further attenuate forces,
enhance stability, or influence the motions of the foot, or
midsole 21 may be primarily formed from a fluid-filled
chamber. Outsole 22 is secured to a lower surface of midsole
21 and may be formed from a wear-resistant rubber material
that is textured to impart traction. A sockliner 23 may also
be located within upper 30 and positioned to extend under a
lower surface of the foot. Although this configuration for
sole structure 20 provides an example of a sole structure that
may be used in connection with upper 30, a variety of other
conventional or nonconventional configurations for sole
structure 20 may also be utilized. Accordingly, the configu-
ration and features of sole structure 20 or any sole structure
utilized with upper 30 may vary considerably.

Upper 30 defines a void within footwear 10 for receiving
and securing a foot relative to sole structure 20. The void is
shaped to accommodate the foot and extends along the
lateral side of the foot, along the medial side of the foot, over
the foot, around the heel, and under the foot. Access to the
void is provided by an ankle opening 31 located in at least
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heel region 13. A lace 32 extends through various apertures
or other lace-receiving elements (e.g., D-rings, hooks) in
upper 30 and permits the wearer to modify dimensions of
upper 30 to accommodate the proportions of the foot. More
particularly, lace 32 permits the wearer to tighten upper 30
around the foot, and lace 32 permits the wearer to loosen
upper 30 to facilitate entry and removal of the foot from the
void (i.e., through ankle opening 31). Upper 30 also includes
a tongue 33 that extends between the interior void and lace
32. In addition, for example, upper 30 may incorporate a
heel counter located in heel region 13 that limits heel
movement or a wear-resistant toe guard located in forefoot
region 11 that imparts wear-resistance.

The various portions of upper 30 may be formed from one
or more of a plurality of material elements (e.g., textiles,
polymer sheets, foam layers, leather, synthetic leather) that
are stitched or bonded together to form the void within
footwear 10. A lower area or lower perimeter of upper 30,
which is adjacent to sole structure 20 (i.e., an upper surface
of midsole 21), defines an perimeter edge 34. As discussed
in greater detail below, at least a portion of a lasting element
40, which is utilized in the manufacture (e.g., lasting pro-
cess) of footwear 10, is secured to or located adjacent to the
lower area, the lower perimeter, or perimeter edge 34.

Lasting Flement Configurations

Lasting element 40 is depicted in FIGS. 6-8B and includes
a pair of strips 41 (e.g., a first strip and a second strip) and
a strand 42. Strips 41 are generally spaced from each other,
and strand 42 alternately passes through each of strips 41 to
form a w-shaped configuration between strips 41. That is,
strand 42 passes through one of strips 41 (e.g., the first strip),
passes through the other of strips 41 (e.g., the second strip),
and continues to repeatedly and alternately pass through
each of strips 41. In this way, a portion of strand 42 forms
the w-shaped configuration between strips 41, which may
also be described as forming a zigzag or wave-like configu-
ration between strips 41.

Strips 41 are generally positioned parallel to each other,
but may curve to follow the contours or shape of perimeter
edge 34 when incorporated into footwear 10. Referring to
FIG. 6, a length 43, a width 44, and a thickness 45 of one of
strips 41 is defined. In general, length 43 is significantly
greater than either of width 44 and thickness 45. Moreover,
width 44 is greater than thickness 45. This configuration
imparts a generally rectangular and planar aspect to each of
strips 41. Strand 42 extends through each of strips 41. When
strips 41 are formed from polymer sheets, for example,
strips 41 may define apertures or other holes through which
strand 42 passes. When strips 41 are formed from textiles,
for example, strand 42 may pass between adjacent yarns.

A variety of materials may be utilized for the various
components of lasting element 40. For example, strips 41
may be formed from textiles, polymer sheets, leather, syn-
thetic leather, or combinations of these materials (e.g., a
thermoplastic polymer sheet bonded to a textile). Strands 42
may be formed from a variety of filaments, fibers, yarns,
threads, cables, or ropes that are produced from rayon,
nylon, polyester, polyacrylic, silk, cotton, carbon, glass,
aramids (e.g., para-aramid fibers and meta-aramid fibers),
ultra high molecular weight polyethylene, liquid crystal
polymer, copper, aluminum, and steel, for example. Accord-
ingly, the materials and combinations of materials utilized
for lasting element 40 (i.e., each of strips 41 and strand 42)
may vary considerably.
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Although different configurations of lasting element 40
may be formed from a variety of materials, lasting element
40 may also be formed as a one-piece element through a
knitting process, such flat-knitting. More particularly, lasting
element 40 may be formed of unitary knit construction
through the flat-knitting process. As an alternative to flat-
knitting, lasting element 40 may be formed through weaving
or warp-knitting with a weft insertion. As utilized herein, a
knitted component such as lasting element 40 is defined as
being formed of “unitary knit construction” when substan-
tially constructed as a one-piece knit element through a
knitting process. That is, the knitting process substantially
forms and assembles the various features and structures of
lasting element 40 (i.e., strips 41 and stand 42). In many
examples of a process that forms lasting element 40 of
unitary knit construction, a knitting machine is utilized to (a)
form each of strips 41 and (b) repeatedly and alternately pass
strand 42 through each of strips 41. That is, the knitting
process utilized to form lasting element 40 of unitary knit
construction generally involves (a) mechanically-manipu-
lating one or more yarns to form a series of stitches that
define strips 41 and (b) laying strand 42 through strips 41.

Forming lasting element 40 of unitary knit construction
imparts various advantages. For example, lasting element 40
may be efficiently-manufactured from yarns that are
mechanically-manipulated with a knitting machine. That is,
the knitting machine may be automated to manufacture
lasting element 40 from yarn components. Moreover, the
specific yarns utilized for strips 41, different areas of strips
41, and strand 42 may be selected and located through the
knitting process. In addition, the knitting process may also
be utilized to form a relatively long length of strips 41 and
stand 42, and then individual lasting elements 40 for differ-
ent articles of footwear, including footwear 10, may be cut
from the relatively long length of strips 41 and stand 42. As
a further example, a single knitting machine may be utilized
to form different lasting elements 40 with different proper-
ties. That is, length 43, width 44, thickness 45, the spacing
between strips 41, the location of strand 42, and the yarns
utilized for strips 41 and strand 42, for example, may be
varied through modifications in the knitting process.
Accordingly, utilizing a knitting process to form lasting
element 40 of unitary knit construction may impart advan-
tages over separately forming and assembling strips 41 and
stand 42.

A variety of different types of yarns may be incorporated
into lasting element 40 during the knitting process. Although
strips 41 and strand 42 may be formed from the same yarn
or type of yarn, strips 41 and strand 42 may also be formed
from separate yarns with different properties. As examples,
the yarns forming strips 41 and strand 42 may incorporate
polyester, nylon, acrylic, rayon, cotton, wool, and silk. The
yarns may be monofilament yarns or multifilament yarns,
and the yarns may include separate filaments that are each
formed of different materials. Moreover, the yarns may
include filaments that are each formed of two or more
different materials. Yarns with different degrees of twist and
crimping, as well as different deniers, may also be utilized
for strips 41 and strand 42. Materials of the yarns may also
be selected to retain an intended shape when heat set.
Accordingly, various types of yarn and yarn materials may
be incorporated into the components of lasting element 40.

Any of the yarn materials discussed above may be utilized
for strand 42. As discussed in greater detail below, however,
strand 42 may be tightened or tensioned during the manu-
facturing process of footwear 10. As such, the manufactur-
ing process may benefit from forming strand 42 from a
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relatively non-stretch yarn. Accordingly, strand 42 may be
formed from a variety of filaments, fibers, yarns, threads,
cables, or ropes that are formed from carbon fibers, glass
fibers, aramids (e.g., para-aramid fibers and meta-aramid
fibers), ultra high molecular weight polyethylene materials,
liquid crystal polymer materials, copper, aluminum, and
steel, for example. Accordingly, strand 42 may be formed
from a variety of materials with different configurations.

Based upon the above discussion, lasting element 40 is
secured to or located adjacent to the lower area, the lower
perimeter, or perimeter edge 34 of upper 30. In general,
lasting element 40 includes strips 41 and strand 42. Whereas
strips 41 are generally spaced from each other, strand 42
alternately passes through each of strips 41 to form a
w-shaped configuration, a zigzag configuration, or a wave-
like configuration between strips 41. Although strips 41 and
strand 42 may be formed separately and assembled, lasting
element 40 may also be formed of unitary knit construction
through a knitting process, such flat-knitting. Moreover, the
materials utilized in strips 41 and strands 42 (e.g., the
materials of yarns forming lasting element 40) may vary to
impart specific properties to lasting element 40.

Manufacturing Process

A variety of techniques may be utilized to manufacture
footwear 10. An example of a manufacturing process that
incorporates the use of lasting element 40 is discussed below
in relation to FIGS. 9A-9H and 10A-10G. Referring to FIG.
9A, an initial stage of the manufacturing process is shown,
wherein various separate elements of footwear 10 (e.g.,
portions of sole structure 20, upper 30, and lasting element
40) are present and located proximal to a last 50. At this
stage, upper 30 is generally assembled from various material
elements (e.g., textiles, polymer sheets, foam layers, leather,
synthetic leather) that are stitched or bonded together. A
lower area of upper 30, which faces upward in FIG. 9A,
defines perimeter edge 34.

Last 50 may have a conventional last configuration and
has the general shape of a foot, as well as portions of an
ankle. As oriented in FIG. 9A, portions of last 50 corre-
sponding with a lower surface of the foot face upwards,
portions of last 50 corresponding with an upper surface of
the foot face downwards, portions of last 50 corresponding
with the toes face toward the upper-left, and portions of last
50 corresponding with the heel face toward the lower-right.
Referring to FIG. 10A, a cross-sectional view through a
portion of last 50 corresponding with a forefoot region of the
foot is depicted. Although last 50 is depicted as having a
solid configuration, last 50 may also be formed from mul-
tiple, movable elements that vary the overall shape of last
50.

Upper 30 is now placed over last 50, as depicted in FIGS.
9B and 10B, and covers areas of last 50. More particularly,
upper 30 covers portions of last 50 corresponding with the
lateral and medial side of the foot, the upper surface of the
foot, and the heel area of the foot. At this stage of the
manufacturing process, however, portions of last 50 corre-
sponding with the lower surface of the foot are exposed.
That is, perimeter edge 34 forms an aperture or opening in
upper 30 that exposes portions of last 50 corresponding with
the lower surface of the foot.

Once upper 30 is placed over last 50, lasting element 40
is located proximal to the lower area of upper 30, as depicted
in FIGS. 9C and 10C. Lasting element 40 is then secured to
the lower area of upper 30, which forms perimeter edge 34,
as depicted in FIGS. 9D and 10D. Although a variety of
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methods may be utilized to join lasting element 40 with the
lower area of upper 30, stitching, thermal bonding, adhesive
bonding, or a combination of these methods may each be
utilized. Moreover, lasting element 40 is secured to the
lower area of upper 30 such that (a) one of strips 41 is joined
with lateral side 14 of upper 30 from forefoot region 11 to
heel region 13 and (b) the other of strips 41 is joined with
medial side 15 of upper 30 from forefoot region 11 to heel
region 13. As an additional matter, strips 41 are depicted as
overlapping perimeter edge 34 such that (a) a portion of each
of'strips 41 lays against a surface of upper 30 and (b) another
portion of each of strips 41 extends outward from perimeter
edge 34, but a variety of other configurations may be
utilized.

At this stage of the manufacturing process, upper 30
extends over last 50 in a relatively loose manner. Referring
to FIG. 10D, for example, various gaps are formed between
upper 30 and last 50 due to the relatively loose-fitting
configuration of upper 30 over last 50. In order to tighten
upper 30 around last 50, however, strand 42 is pulled or
otherwise placed in tension, as depicted in FIGS. 9E and
10E. By tensioning strand 42, upper 30 is drawn against
surfaces of last 50 to induce upper 30 to take on the shape
of last 50. That is, tensioning strand 42 induces the void
within upper 30 to take on the shape of a foot. Given that
strand 42 extends through strips 41 and is able to move or
slide through strips 41, tensioning strand 42 also has the
effect of drawing strips 41 closer to each other along
substantially all of a length of upper 30. In general, there-
fore, tensioning strand 42 has the effect of (a) tightening
upper 30 around last 50 and (b) drawing strips 41 closer to
each other.

Following the tightening of strand 42, sole structure 20 is
located proximal to lasting element 40 and the lower area of
upper 30, as depicted in FIGS. 9F and 10F. Sole structure 20
is then secured to lasting element 40 and the lower area of
upper 30, as depicted in FIGS. 9G and 10G. Although a
variety of methods may be utilized to join sole structure 20
with lasting element 40 and the lower area of upper 30,
stitching, thermal bonding, adhesive bonding, or a combi-
nation of these methods may each be utilized. Once sole
structure 20 is secured, footwear 10 may be removed from
last 50, as depicted in FIG. 9H. Optionally, strand 42 may
also be removed from footwear 10 and through ankle
opening 31. That is, strand 42 may be displaced from strips
41 and removed from the void formed by upper 30, which
is where last 50 was previously located. Also, sockliner 23
may be placed within the void formed by upper 30 to
substantially complete the manufacture of footwear 10.

Based upon the above discussion, footwear 10 may be
manufactured through a process that generally includes
placing at least a portion of upper 30 over last 50. Lasting
element 40, which may be previously formed through knit-
ting to have a unitary knit construction, is then secured to
upper 30. More particularly, (a) one of strips 41 is joined
with lateral side 14 of upper 30 from forefoot region 11 to
heel region 13 and (b) the other of strips 41 is joined with
medial side 15 of upper 30 from forefoot region 11 to heel
region 13. Strand 42 is then tensioned to tighten upper 30
around last 50, and sole structure 20 is joined to one or both
of lasting element 40 and upper 30.

Further Configurations
Aspects of footwear 10, including lasting element 40, and

the manufacturing process for footwear may vary. Referring
to FIG. 2, for example, lasting element 40 has a configura-
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tion wherein end areas of strips 41 are unjoined and spaced
from each other. As an alternative, FIG. 11A depicts a
configuration wherein the end areas are joined. The con-
figuration of FIG. 2 also depicts lasting element 40 as being
a single component that extends through substantially all of
a length of footwear 10. In some configurations, however,
separate lasting elements 40 may be located in different
areas of footwear 10. For example, FIG. 11B depicts a
configuration wherein three separate lasting elements 40 are
located in each of regions 11-13. One advantage of utilizing
lasting element 40 is the removal of a strobel sock from the
manufacturing process and resulting footwear. Although
lasting element 40 effectively replaces a strobel sock, some
manufacturing processes may utilize a similar structure in at
least a portion of footwear 10. Referring to FIG. 11C, for
example, lasting element 40 is located in forefoot region 11,
but a strobel sock 51 extends through regions 12 and 13.

Referring to FIG. 5A, as well as FIGS. 10D and 10E,
strips 41 are depicted as overlapping perimeter edge 34 such
that (a) a portion of each of strips 41 lays against a surface
of upper 30 and (b) another portion of each of strips 41
extends outward from perimeter edge 34. The placement of
lasting element 40 with respect to perimeter edge 34 may
vary. In further configurations, strips 41 may be secured to
upper 30 such that (a) substantially all of strips 41 lay
against the surface of upper 30, as depicted in FIG. 12A, (b)
strips 41 lay adjacent to an opposite surface of upper 30, as
depicted in FIG. 12B, and (c) edges of strips 41 are joined
to perimeter edge 34, as depicted in FIG. 12C. Note also that
no strand 42 is depicted in FIGS. 12A-12C, such that strand
42 may be removed in latter stages of the manufacturing
process. Accordingly, the manner in which strips 41 are
joined to upper 30 may vary.

Numerous aspects relating to lasting element 40 may also
vary. Referring to FIG. 13A, for example, two strands 42
pass through each of strips 41 and cross each other between
strips 41. As another example, a plurality of strands 42 may
be located along the lengths of strips 41, as depicted in FIG.
13B. An advantage to this configuration is that strands 42 are
independently tensionable during the manufacturing pro-
cess. In addition to variations associated with strand 42,
strips 41 may also vary from the configuration discussed
above. As an example, FIG. 13C depicts a configuration
wherein width 44 varies along the lengths of strips 41. More
particularly, width 44 is relatively small in central areas and
of strips 41 and expands in the end areas. Accordingly, the
features and configurations of lasting element 40 may vary.

Knitted Component

A knitted component 60 is depicted in FIG. 14 and may
form a majority of upper 30 or another upper. When incor-
porated into upper 30, knitted component 60 extends
through each of regions 11-13, along both lateral side 14 and
medial side 15, over forefoot region 11, and around heel
region 13. In addition, knitted component 60 may form both
an interior surface and an opposite exterior surface of upper
30. As such, knitted component 60 defines at least a portion
of the void within upper 30.

Knitted component 60 includes various tubes 61 in which
lace strands 62 are located. As such, knitted component 60
has a configuration that is similar to a knitted component
disclosed in U.S. patent application Ser. No. 12/338,726,
which was filed in the U.S. Patent and Trademark Office on
18 Dec. 2008 and entitled Article of Footwear Having An
Upper Incorporating A Knitted Component, such application
being incorporated herein by reference. Additionally, knitted
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component 60 includes a strand 63 that alternately passes
through opposite sides or lower perimeter edges of knitted
component 60 to form a w-shaped configuration between the
sides or lower perimeter edges. In this way, a portion of
strand 63 forms the w-shaped configuration between the
sides or lower perimeter edges of component 60, which may
also be described as forming a zigzag or wave-like configu-
ration.

During the manufacturing of footwear 10 or another
article of footwear that incorporates knitted component 60,
strand 63 may be tensioned to draw surfaces of knitted
component 60 against a last. As with strand 42, therefore,
strand 63 may be utilized to induce knitted component 60 to
take on the shape of last 50 during the lasting of footwear 10.
That is, tensioning strand 63 induces the void within knitted
component 60 to take on the shape of a foot. Given that
strand 63 extends through the sides or lower perimeter edges
of knitted component 60 and is able to move or slide through
the sides or lower perimeter edges, tensioning strand 63 also
has the effect of drawing the sides or lower perimeter edges
closer to each other along substantially all of a length of
knitted component 60. In general, therefore, tensioning
strand 63 has the effect of (a) tightening knitted component
60 around a last and (b) drawing the sides or lower perimeter
edges of knitted component 60 closer to each other. Once
tensioned, a sole structure may be secured to knitted com-
ponent 60, and strand 63 may be removed from knitted
component 60.

A variety of manufacturing processes may be utilized to
form knitted component 60, including a flat knitting process
that imparts a unitary knit construction. When formed
through a flat knitting process, knitted component 60 is
formed to include tubes 61, lace strands 62, and strand 63 in
a single operation, generally performed by a flat knitting
machine, although hand knitting is also possible. An advan-
tage to utilizing a flat knitting process to manufacture knitted
component 60 is that various features may be imparted to
knitted component 60 through the flat knitting process. That
is, a flat knitting process may form knitted component 60 to
have, for example, (a) various knit types that impart different
properties to separate areas of knitted component 60, (b)
various yarn types that impart different properties to separate
areas of knitted component 60, (c) overlapping knitted
layers that form tubes 61, (d) a material such as strands 62
that are laid into tubes 61, and (e) strand 63 that alternately
passes through opposite sides or lower perimeter edges of
knitted component 60. As such, a flat knitting process may
be utilized to substantially form knitted component 60 to
have various properties and structural features that are
advantageous to footwear 10.

The invention is disclosed above and in the accompanying
figures with reference to a variety of configurations. The
purpose served by the disclosure, however, is to provide an
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example of the various features and concepts related to the
invention, not to limit the scope of the invention. One skilled
in the relevant art will recognize that numerous variations
and modifications may be made to the configurations
described above without departing from the scope of the
present invention, as defined by the appended claims.
The invention claimed is:
1. A method of manufacturing an article of footwear, the
method comprising:
assembling at least a portion of an upper of the article of
footwear, the upper having a lower perimeter edge;

providing a strobel sock having an integral lasting ele-
ment extending through a portion of the strobel sock,
the strobel sock and lasting element having been pre-
viously formed separately from the upper, the lasting
element comprising: (a) a first strip, (b) a second strip
spaced apart from the first strip, and (c) at least one
strand extending through the first strip and the second
strip;

securing the strobel sock and lasting element to the upper,

wherein securing the lasting element further comprises:
(a) joining the first strip to a lateral side of the upper
adjacent to the lower perimeter edge, (b) joining the
second strip to a medial side of the upper adjacent to the
lower perimeter edge, and (c) wherein the at least one
strand is disposed through the first strip and the second
strip so as to extend between the lateral side of the
upper and the medial side of the upper;

tensioning the at least one strand; and

joining a sole structure of the article of footwear to the

uppetr.

2. The method recited in claim 1, wherein the strobel sock
extends through at least a portion of a heel region and a
midfoot region of the upper.

3. The method recited in claim 2, wherein the lasting
element extends through a forefoot region of the upper.

4. The method recited in claim 3, wherein the step of
tensioning the strand includes drawing the first strip and the
second strip closer together at the forefoot region of the
uppetr.

5. The method recited in claim 1, further including a step
of forming the strobel sock and the lasting element of unitary
knit construction so that the first strip, the second strip, and
the at least one strand are a one-piece element with the
strobel sock.

6. The method recited in claim 5, wherein the step of
forming the strobel sock and the lasting element includes a
flat-knitting process.

7. The method recited in claim 1, further including a step
of removing the strand from the lasting element after the step
of joining an outsole associated with the sole structure to the

upper.



